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METHOD OF AND INSTALLATION FOR ROLLING 
METHOD u mpR0CESS sx oCK 



The invention relates to a method of and an installation for rolling a strip- 
shaped in-process stock in particular a metal strip, and including at least one 
reversing rolling mill, at least one reel arranged in front of and behind thereof 
for winding up and unwinding of the metal strip, a welding apparatus, and a 
strip store. 

For rolling an in-process stock, in particular a metal strip, different 
methods and installations are used. Thus, single stands, reversing stands, 
tandem rolling mills, and continuous rolling trains are available. 

In order to effect a reduction of an in-process stock to a final thickness 
the in-process stock should pass single stands several times. When several 
rolling mill stands are arranged one after another to form a tandem rolling mill, 
the in-process stock should pass the tandem rolling mill only once. The 
reduction of thickness from a base size to a final size determines the number of 
installed rolling mill stands. Continuous trains represent a further development 
of the tandem rolling mills. With this, the strip end of the in-process stock of 
one coil is connected with a strip beginning of a next coil, e.g., by welding. The 
advantage of such installation or such a method consists in that the need of 
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inS ertion of the process stock fro* each coil is eh— d, and the in-process 
stock is continuously available for the rolling mill train. 

However, such an installation can be economically operated only at a 
large throughput. 

With a small amount of an in-process stock, installations with a small 
numb erofrolling mill stands are contemplated. Here, a method and an 
install ation are provided, with which the in-process stock passes one or two 
ro „in g mill stands several times, without the in-process stock leaving the roll 

fed from an unwinding reel through one or several roiling mill stands and is 
WO und up onafurtherreefln order to effect rolling m several passes, the stock 
is reciprocated between adjustable rolls. 

German Publication DE 43 10 063 Al discloses an installation for cold 

arrangedbetween two reversible reels and includes a reel from which *r in- 
process strip is unwound. 
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U.S. Patent No. 2,105,736 discloses a reversing installation with which a 
stock with a continuous length is rolled off. Here, the installation includes a 
horizontal strip store arranged, respective*, in front of and hehind the rolling 
tnillstand. The in-process stock is fed from a reel to a front strip store. The 
beginning ofthe next coil is welded to the strip end ofthe first coil andis 

deformed in a rolling mill stand by a reversing process. 

However,suchinsta.lations can be economically operated only atalarge 

throughput. 

Accordingly, an object of the invention isamethod and an installation 
that permit an economical treatment of the in- P rocess stock with at least one 
reversing rolling mill. 

This object is achieved according to the invention withamethod with 
which the metal strip is woundup onthe unwinding reel during the reverse 
passes, andastripbeginningofafinthermetal strip is welded to the strip endof 

the metal strip before the last pass. 
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the reverse passes. 

The embodiments of the invention are recited in the dependent claims. 
Bywelding together two coil lengths, shorter foi.owing periods are 

endsar ero,ledoff, and the strip hegimtingofeach further coilisrolled off at 
.east once. Also with the method and installation according to the present 
invention, the strip beginning and the strip end are alwaysrolled off under 
optimal tension conditions. 

According to an advantageous embodiment of the installation according 

winding-up reel for a piclcling line located upstream. Thereby a costly 
.ansportationofseparatecoilsisprevented.andada.gerofcoilsbeing 

damaged during the transportation is eliminated. 
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The present invention further contemplates integration of the piekling 
,i„e into the installation, e.g., between the welding apparatus and the reversing 
rolling mill. With this, an adapted, larger strip store is provided. 

An embodiment of the invention will be described in detail below based 
on a very schematic drawing. It is shown in: 

Fig . 1 a two-stand reversing rolling mill according to the invention 
with a welding apparatus, strip store, and winding-up and 
unwinding reels. 
A single figure shows a reversing rolling mill. A metal strip 3 is 
unwound from a coil 2 held on an unwinding reel 1 and is fed through a 
welding apparatus 4, a strip store 5, and a rolling mill stand 8, to a winding-up 
r eel 9 for a first rolling of the coil. Another coil 7 is pre-positioned on a further 
unwinding reel 6. 

At a last one-third of the coil 2, the ship store 5 is actuated in order to 
bridge the time span to weld the end of the strip form coil 2 with the beginning 
of the strip from coil 7 for further rolling. Thereby, the metal strip 3 can be 



F:\Ciaiy NM^ncta^l «* MM Stock ORWSOC 



6 



roll ed off up to the welding seam and several meters beyondthat. Upon 

the jointmetatstripSis alternatively wound up on the reel 6 and the reel 9. On 
tU ennwindin g reell,afo,lowin g coilisaneadypositionedmordertobe 

welded to an end of the metal strip 3 from coil 7. 

Afterthe set thickness has been reached, the metal strip 3 is wonnd n P on 
the winding-up ree, 9 to from a coil 1 0 having a predetermined length. With 
this th eme,alstrip3iscutoff. After the finished coil 3 is taken off from the 
winding-up r eel9,theremamingmeta,strip3is connected with the windmg-up 
ree l 9 Simultaneously, in the welding apparatus 4, a mrther metal strip 3 from 
th eeoil 2 orthecoil7ontheunwindingreellor6isweldedwiththeno, 

interruption. 

Th e same installafion pewits to form and roll, to feed and to unwind so- 
called jumbo-coils (with two or more normal coils forming one coil) in order to 
cutinllalfth e time-consuming direction reversal of a reversing rolling md 
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installation, 
same dimensions 



X^isbasedonap^sethatthe.netal strips of the coi, have the 
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